
ring according to Claim 
article size of up to 



3, (Amended) The synchro 
1, wherein the solid lubrica 
approximately 200 ]im. 



fided) The synchronizer ring according to Claim 
srmally sprayed coating furthermore contains tin 
r silicon and/or nickel and/or magnanese and/or 
minum and/or one or more of their oxides and/or 
their carbides and/or one or more of their 
:arbon . 




5. (AmenctetB- — Uiesynchronizer ring according to Claim 
\ wherein the thermally sprayed coaVtrt^J^s^ a porosity of up to 
approximately 30%. 



6. (Amended) A process for applying a wear-resistant 
tribological coating to a slicing region of a synchronizer ring 
comprising thermally spr§/^i/ig \ the coating using a spraying 
compound which contains jft faostj approximately 40% by weight of 
a solid lubricant. 



7. (Amended) T 
the solid lubricant us 
fluoride (CaF 2 ) / hexagon 
(Pb) or molybdenum sulprf 
these solid lubricants 



e/£>rj6cess ^according to Claim 6, wherein 
ds tit^oiium dioxide (Ti0 2 ) , calcium 
boron/nitride (h-BN) , graphite, lead 
de <MoS 2 ) or any desired mixture of 



\ 



8. (Amenaed) The process according to JClaim 6, wherein 
jthe spraying compound used furthermore contains tin and/or zinc 
and/or silicon and/or nickel and/or manganese and/or copper 
and/or aluminum and/or one or more of their oxides and/or one or 
more of their carbides and/or one or/ more of their nitrides 
and/or carbon. 



9. (Amended) The proce^^^cording^o Claim 6, wherein 
the coating is thermally s^5rayea by at least pne of a wire arc 
spraying process and a/Tlame spraying proces; 

10. (Amended) The process according to Claim 9, wherein 
the spraying compound is a /filled wipe which has a filling which 
contains a sol/i^ti lubricant. 



11. ( 

the filled wi 
and/or alumin 



lended) /The ^process according to Claim 24, wherein 
e has a/covering of coppfe^ and/or tin and/or zinc 
a.rM/pr their alloys. 



12. (trended) The process according to Claim 6, wherein, 
in addition to\ a/ filled wire,ya solid wire is used as the 
spraying compouV 



13'. (Amended) The process according to Claim 6, wherein 
the sliding region, prior to the application of the coating, is 
roughened and degreased. 



14. (AmerrcTed) The pr 



the coating is stamped after 




rding to Claim 6, wherein 



n applied, 



Please add the/rollowing new claims 



— 15. The synchron/z 
wherein the solid lubrican 
180 yuri. 




rs I 

m 



a 



hi 

□ 




ing according to Claim 3, 
rticle size between 50 pm and 



16. / The synchronizer ring according to Claim 2, wherein 
the thermally sprayed coating furthermore contains tin and/or 
zinc arya/or silicon and/or nickel and/or magnanese and/or copper 
and/oyr aluminum and/or one or more of their oxides and/or one or 
mor£ of their carbides and/or one or more of their nitrides 
atfd/or carbon. 



17. The synchronize 
the thermally sprayed coajt 
zinc and/or silicon and/ox 
and/or aluminum and/or one; 
more of their carbides 
and/or carbon. 




cording to Claim 3, wherein 
rmore contains tin and/or 
r magnanese and/or copper 
their oxides and/or one or 
fte or more of their nitrides 




The synchronizer ring according to Claim 2, wherein 
the thermally sprayed Crra^ixig^has a porosity of up to 
approximately 30% . 
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19. The synchronizer ri 
the thermally sprayed coating 
approximately 30% . 





g to Claim 3, wherein 
porosity of up to 




20. The^B^qa^hronizer ring according to Claim 4, wherein 
the thermally sprayed coa^El^rg-^iias a porosity of up to 
approximately 30% . 



21. The synchronize] 
the thermally sprayed c 
approximately 30% . 




ding to Claim 15, wherein 
a porosity of up to 




22. Tire--^Aaichronizer ring according to Claim 16, wherein 
the thermally sprayed coating^-^ka^^ a porosity of up to 
approximately 30% . 




23. The synchronizer ring/according to Claim 17, wherein 
the thermally sprayed coating^ hafe a porosity of up to 
approximately 30% 



24. The procesp 
filling also contains t 
nickel and/or manganese a 
or more of their oxides 
and/or one or more 



g to Claim 10, wherein the 
inc and/or silicon and/or 
er and/or aluminum and/or one 
r one or more of their carbides 
of th^ir^iitrides and/or carbon. 
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25. The process according to/ Claim 7, wherein, in 
addition to a filled wire, a solid wir^r is used as the spraying 
compound. 



26. The process accordi/ig to Claim 8, wherein, in 
addition to a filled wire, a solicit wire is used as the spraying 
compound. 



rn 
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27. The process acco 
addition to a filled wire, 
compound . 



to C. 



solid wire is us 



,m 9, wherein, in 
rd as the spraying 



28. The process according 
addition to a filled/ wire, £ solid 
compound . 



29. The 
addition to a fill, 
compound . 



30. The 
solid wire is made' 



Claim 10, wherein, in 
ire is used as the spraying 



)ce^ / according to c3/aim 11, wherein, in 
/ir$, a solid wire Jls used as the spraying 



>roce/s§^£ccording to Claim 12, wherein said 
frofa CuA18. 



31. The prcfcess according to Claim 25, wherein said 
solid wire is made from CuA18. 



32. The process according to Claim 26, wherein said 
solid wire is made from CuA18. 
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33. The process according to jClaim 27, wherein said 
solid wire is made from CuA18. 

34. The process according/to Claim 28, wherein said 
solid wire is made from CuA18 

35. The process according to Claim 29, wherein said 
solid wire is made from CuA18 



36. The proq 
sliding region, pri9x 
roughened and degrej 



37. The 
sliding region, 
roughened and d£g[r 

38. T 
sliding region, 
roughened and de 




to Claim 7, wherein the 
ication of the coating, is 



cording to Claim 8, wherein the 
he application of the coating, is 



to Claim 9, wherein the 
lication of the coating, is 



39. The process according to Claim 10, wherein the 
sliding region, / prior to the application of the coating, is 
roughened and degreased. 



40. 

sliding regionj 
roughened and d 



T[he process according to Claim 11, wherein the 
prior to the application of the coating, is 
^greased. 



S 3*3 V 



41. The process according to/ Claim 12, wherein the 
sliding region, prior to the application of the coating, is 
roughened and degreased. 

42. The process accordi/ng to Claim 13, wherein the 
sliding region is roughened by sand-blasting. 



45. The 
sliding region i 

46. This 
sliding region 

47. The 1 
sliding region is 

48. 

sliding regies 

49. The 

coating is stampe 




43. The process acc 
sliding region is roughenec 

44. The pr 
sliding region is rpu 



o Claim 36, wherein the 
sting. 

ng' to Claim 37, wherein the 
d-blasting. 



cording to Claim 38, wherein the 
by sand-blasting. 

o Claim 39, wherein the 
blasting. 

rding to Claim 40, wherein the 
by sand-blasting. 

cess according to Claim 41, wherein the 
roughened by sand-blasting. 

process according to Claim 7, wherein the 
1 after it has been applied. 
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50. The process according to Claim 8, wherein the 
coating is stamped after it has been applied. 

51. The process according to Claim 9, wherein the 
coating is stamped after it has been applied. 



52. The process ^cqprding/ to Claim 10, wherein the 



CO 



""-4 

C3 



coating is stamped aft 

53. The proc 
coating is stamped a 



sr it /has been applied. 

e^p atpcording to Claim 11, wherein the 
as b^en applied. 



54. The profaess according to Claim 12, wherein the 
coating is stamped afte^Xlt has been applied. 

55. The pJocess according to Claim 13, wherein the 
coating is stamped after it has been applied. — 
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